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[57] ' ABSTRACT

An apparatus and method for coating an elongated pipe
wherein a web is coated with a liquid coating composi-
tion in a stationary trough and wound spirally around
the pipe by turning the pipe over the trough. While the
pipe 1s turned, a web dispenser moves substantially
parallel to the rotational axis of the pipe and the dis-
pensed web passes around an elongated bar positioned
within the trough to cause the web to be pulled through
and coated with the liquid. Movement of the web dis-
pensing means relative to the trough causes the coated
web to travel along the bar in a direction transverse to
the direction in which the web is dispensed. The web
also may travel along a friction member extending sub-
stantially parallel to the rotational axis of the pipe so as
to tension the web before it is coated.

17 Claims, S Drawing Sheets
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METHOD AND DEVICE FOR COATING A PIPE

‘This application 1s a continuation of application Ser.
No. 386,638, filed June 9, 1982, now abandoned.

TECHNICAL FIELD

This invention relates to a product utilized in the

melting and refining of ferrous or non-ferrous metals
and more particularly to a product which improves or
replaces an existing item used in the melting or process-
ing of metal. A method and device for manufacturing
the product 1s disclosed herein.

BACKGROUND OF THE INVENTION

In a blast furnace operation or similar operation for
melting or processing metals, a pipe is utilized to inject
a catalyst source into a vat to aid in the melting of the
metal. Previously, the pipe used to transport the catalyst
would be consumed rapidly within the vat and need to
be replaced on a frequent basis. Disclosed herein is an
improvement to that pipe. The improved pipe can per-
form the function of carrying the catalyst to the desired
area while lasting many times the life span of the previ-
ously-used pipe. Disclosed herein is a method and de-
vice for manufacturing this improved pipe.

DISCLOSURE OF THE INVENTION

An object of the present invention is to provide an
improved transport means for placing a catalyst in a
desired area within a melting vat.

A further object of the present invention is to utilize
a pipe as a base structure for an improved transport
means for providing a catalyst to a desired area within
a melting vat. | |

Another object of the present invention is to provide
means for securing a second transport means to a first
transport means that has deteriorated in order to pro-
vide a relatively continuous flow of a catalyst to a de-
sired area within a melting vat. |

Still another object of the present invention is to wrap
a web of pipe-coating material around a pipe which is to
be used within a melting vat in order to extend the life
span of the pipe. | |

A further object of the present invention is to sur-
round a pipe with an insulated covering to enable the
pipe to have a longer life span within the melting vat.

Another object of the present invention is to use a
chemical solution in order to bind a wrapping material
onto a pipe for use in a melting vat.

Still another object of the present invention is to
immerse a wrapping material in a chemical solution
prior to placing the wrapping material around a pipe for
use in a melting vat.

A further object of the present invention is to provide
a method and device for manufacturing the improved
pipe.

These and other objects and features of the invention
will be apparent from the following description and
appended claims.

Briefly, the invention is a pipe for transporting a
catalyst to a desired area of a melting vat comprising a
pipe base and a material secured to and surrounding the
pipe base. The pipe base is an elongated tubular struc-
ture with a continuous opening from the first end of the
pipe base to the second end of the pipe base through
which the catalyst may travel. The material secured to
and surrounding the pipe base i1s operative to insulate
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the pipe base from external surroundings in the melting
vat when the pipe is placed in the melting vat. A first
connecting area is on the first end of the pipe base ex-
tending outward from the material which is secured
around the pipe base. The second connecting area on
the second end of the pipe base extends outwards from
the matenal which is secured around the pipe base. The
first connecting area has a threaded portion. The second

connecting area has a threaded portion.

The material is treated with a chemical solution to
improve the insulating properties of the pipe. The mate-
rial may be treated with a binding solution to aid in
holding the material onto the pipe base. The material
may comprise a web of material provided by wrapping
a web of material around the pipe base. The end of the.
layer of material may be secured under the wrapping of
the layer of material in order to aid in holding the mate-
rial onto the pipe base. The material may be treated
with a chemical solution to improve the insulating prop-
erties of the pipe. The web of material may be immersed
in a chemical solution prior to being wrapped around
the pipe base. The layer of material may be treated with
a chemical solution after being placed around the pipe
base to improve the insulating properties of the pipe.

A device 18 disclosed for placing a web of material
around a pipe. The device has a trough, securing means
positioned above the base of the trough, turning means,
and material dispensing means. The securing means is
operative to rigidly secure the pipe. The turning means
i1s rigidly secured to the securing means and is operative
to turn the securing means and the pipe attached
thereto. The material dispensing means is operative to
dispense a web of material which is secured to the pipe
and which is placed around the pipe when the turning
means turns the pipe.

A chemical solution i1s placed within the trough
through which the web of material is moved prior to
being placed around the pipe. Bar means is secured
within the trough above the base of the trough. The
web of material 1s pulled around the bar means in order
to move the material through the chemical solution and
onto the pipe. Solution dispensing means is located
outside of the trough and is operative to place the chem-
ical solution into the trough.

Cutting means is operative to cut the web of material
which is dispensed from the material dispensing means
when the material has been completely placed around
the portion of the pipe to be coated. The securing means
comprises a drive connection portion which connects to
the turning means and a coupler which connects to the
drive connection portion and to which the pipe is rig-
idly secured.

- The method for placing material around a pipe com-
prises securing the pipe above a trough, securing mate-
rial from a material dispensing means to the pipe, and
turning the pipe. When the pipe is turned, the material
1s pulled from the material dispensing means around the
pipe. Chemical solution is placed into the trough and
the material is pulled through the chemical solution
when the pipe is turned.

The method further comprises placing bar means
within the trough around which the material may move
in order to pull the material through the chemical solu-
tion when the pipe is turned. The method further com-
prises moving the material dispensing means along the
length of the trough, thereby enabling the material to be
placed around the length of the pipe. The method com-
prises cutting the material from the material dispensing
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means after the material has been placed around the
length of the pipe. The method further comprises re-

moving excess chemical solution from the material after
the material has been placed around the length of the
pipe. The method further comprises removing the pipe
from above the trough after the material has been
placed around the length of the pipe and placing the
pipe into position to dry.

BRIEF DESCRIPTION OF THE DRAWINGS

The invention will be more fully understood from the
following detailed description and appended claims
when taken with the drawings in which:

FIG. 1 is a schematic representation of a catalyst
dispensing pipe 4 being utilized within melting vat 1.

FIG. 2 is a sectional view of a catalyst dispensing pipe
4 taken at section 2—2 of FIG. 1.

FIG. 3 is a partial sectional view of a new catalyst
dispensing pipe 26 being secured onto the catalyst dis-
pensing pipe 4.

F1G. 4 is a partial isometric view of the pipe base 11
being wrapped with a layer 29 of coated material show-
ing the layer 29 of coated material 1n loose form.

FIG. 5 is a partial isometric view of pipe base 11
being wrapped with a layer 29 of coated material show-
ing the layer 29 of coated material drawn tightly around
the pipe base 11.

FIG. 6 is a schematic representation of an uncoated
layer 27 of material being removed from material roil 25
and being coated with a chemical solution 24 to become
a layer 29 of coated material which 1s wrapped around
pipe base 11 to form the catalyst dispensing pipe 4.

FIG. 7 is a top view of pipe coating device 31.

FIG. 8 1s a front elevational view of pipe coating
device 31.

FIG. 9 is a cross-sectional view of pipe coating de-
vice 31 taken at section 9—9 of FIG. 7.

FIG. 10 1s a partial isometric view of a tucking proce-
dure utilized in the method and device of manufacturing
the improved pipe 49.

DESCRIPTION OF BEST MODE AND OTHER
EMBODIMENTS

Referring now to the drawings, FIG. 1 is a schematic
representation of a catalyst dispensing pipe 4 being
utilized within melting vat 1. Melting vat 1 could be a
vat which is utilized in melting or processing steel or
any form of ferrous or non-ferrous metal. Melting vat 1
can be a portion of a melting furnace. Melting vat 1 is
shown having a melting electrode § connected by wir-
ing 7 to a power source 8. Melting electrode 5 melts the
scrap metal 2 within the melting vat 1 into a moiten
solution 3. Any number of melting electrodes 5 may be
utilized.

The catalyst dispensing pipe 4 may be placed through
opening 6 in meiting vat 1 with the end 28 of catalyst
dispensing pipe 4 being placed at any desired area
within the melting vat 1. Through catalyst dispensing
pipe 4 flows a catalyst from process catalyst source 14.
The catalyst flows through catalyst transporting tube 13
and through pipe coupling 12 into the catalyst dispens-
ing pipe 4. | *

The catalyst dispensing pipe 4 comprises a pipe base
11 with a coating material 10 secured thereon. Control
means 9 moves the catalyst dispensing pipe 4 within the
melting vat 1. Control means 9 may be any human or
mechanical control means desired.
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The process catalyst source 14 may be a catalyst of
pure oxygen or a mixture of air, oxygen, and propane,
or any combustion catalyst desired. The control means
9 may be any pipe movement control means, including
automatic machinery or manual means. The control
means 9 aims the movement of the catalyst dispensing
pipe 4 in a manner so that the catalyst is being virtually
sprayed 1mnto the desired area. The catalyst aids the
combustion and causes the scrap metal 2 to melt into the
molten solution 3.

FIG. 2 is a sectional view of catalyst dispensing pipe
4 taken at section 2—2 of FIG. 1. Catalyst dispensing
pipe 4 has a pipe base 11 and a coating material 10
wrapped around the pipe base 11. The coating material
10 comprises a plurality of layers 29 of coated material.
The layers 29 of coated material are wrapped around
the pipe base 11 to form an insulating cover for the pipe
base 11. A binder may be applied to the coating material
10 to hold the layers 29 of coated material in place.

A chemical solution may be added to the layers 29 of
coated material to provide further insulating qualities to
the coating material 10. If desired, more insulating coat-
ings could be added after the layers 29 of coated mate-
rial are wrapped around the pipe base 11.

The layer 29 of coated material can be immersed in
the coating chemical solution or the coating can be
applied to the layer 29 in any manner desired. Various
materials may be utilized in forming the coating mate-
rial 10. The layer may be burlap, fiberglass, wool, or
other rolled web material. This material may be impreg-
nated with any desired chemical solution. The chemical
solution used to impregnate the material may be any
desired chemical solution which will aid in furthering
the insulating qualities of the material.

The chemical solution may be comprised of kaolin
products, clay, aluminum, chrome-based or any type of
refractory compound, or any desired chemical solution
or compound. The chemical solution utilized may be
varied in order to maximize efficiency depending on the
metals being melted within the melting vat 1. Consider-
ations for the metals being melted and the Ph values
thereof, along with other factors, will be utilized in
determining the exact content of chemical solutions
utilized in forming the coating material 10 on catalyst
dispensing pipe 4.

FIG. 3 is a partial sectional view of a new catalyst
dispensing pipe 29 being secured onto the catalyst dis-
pensing pipe 4. The invention herein extends the life
span of the pipe base 11 considerably. However, after a
period of time, even the newly developed catalyst dis-
pensing pipe 4 will deteriorate within the melting vat 1.
As the end 28 of catalyst dispensing pipe 4 deteriorates,
more of the catalyst dispensing pipe 4 will be extended
within the melting vat 1 in order to place the end 28 into
the desired area.

As the deterioration approaches a pre-determined
length of the catalyst dispensing pipe 4, the catalyst
dispensing pipe 4 is removed from the melting vat 1.
The end of catalyst dispensing pipe 4, which is secured
to pipe coupling 12, is disconnected.

Pipe coupling 12 is then connected to one end of a
new catalyst dispensing pipe 26. The other end of new
catalyst dispensing pipe 26 is secured to non-reused pipe
coupling 30. The remaining section of catalyst dispens-
ing pipe 4 is also secured to the non-reused pipe cou-
pling 30. Thereby, when the catalyst dispensing pipe 4 is
extended back into the melting vat 1, the complete
length of the catalyst dispensing pipe 4 is utilized prior
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to its disintegration. The non-reused pipe coupling 30

disintegrates and the second catalyst dispensing pipe 26
becomes the means for the catalyst to enter the appro-
priate area of the melting vat 1 until the eventual disin-
tegration of the new catalyst dispensing pipe 26. There-
after, the replacement process is continuously repeated.

As shown in FIG. 3, the catalyst dispensing pipe 26
has a pipe base 16, with a coating material 15 secured
around the pipe base 16. A small portion of the pipe base
16 extends out from the coating material 15. The pipe
base 16 has a threaded end 19 which is secured within
the threads 18 of non-reused coupling 30. The pipe base
11 of catalyst dispensing pipe 4 has a small area extend-
ing out from the coating material 10. The pipe base 11
has threads 17 which are secured within threads 18 in
non-reused pipe coupling 30. The catalyst dispensing
pipe 4 1s to be rigidly secured to the new catalyst dis-
pensing pipe 26 by the non-reused pipe coupling 30.
Connecting threaded ends, the entire portion of the
catalyst dispensing pipe 4 is utilized until the entire pipe
has disintegrated or melted.

FIG. 4 is a partial isometric view of pipe base 11
being wrapped with a layer 29 of coated material show-
ing the layer 29 of coated material in loose form. The
material may be wrapped in any manner desired around
the pipe base 11.

One desirable method of wrapping the material is to
wrap the end 20 of the layer 29 of coated material under
the wrapped layer 29 so as to form somewhat of a lock
at the beginning of the wrapping in order to aid in se-
curing the layer 29 of coated material onto the pipe base
-11. The end 20 is placed underneath the wrapping and
then may be wrapped over in order to secure the plural-
ity of layers 29 of coated material onto the pipe base 11.

FIG. 5 is a partial isometric view of pipe base 11
being wrapped with a layer 29 of coated material show-
ing the layer 29 of coated material drawn tightly around
the pipe base 11. The end 20 of layer 29 of coated mate-
rial is shown tucked tightly under the wrapped layer 29
of coated material in order to aid in securing the layers
29 of coated material onto the pipe base 11.

FIGS. 4 and 5 have been illustrated in a manner to
show the wrapping of the layers 29 of coated material
around the pipe base 11. In practice, the layers 29 of
coated material may be wrapped in any desired manner
-with material of any desired width. The layers 29 of
coated material may be wrapped so that the wrappings
are any distance apart desired and any thickness desired.
Chemical solution may be added to the layers being
wrapped prior to the layers being wrapped, during the
time the layers are wrapped, or after the wrapping
process is completed.

FIG. 6 1s a schematic representation of an uncoated
layer 27 of material being removed from material roil 25
and being coated with a chemical solution 24 to become
a layer 29 of coated material, which is wrapped around
pipe base 11 to form the catalyst dispensing pipe 4. FIG.
6 1s a schematic representation. Layer 27 of uncoated
material 1s shown entering over roller 21 into a chemical
solution vat 23 containing a chemical solution 24. The
layer 27 of uncoated material becomes a layer 29 of
coated material, with the layer 29 being thoroughly
immersed in and coated by the chemical solution 24.
The layer 29 of coated material is shown exiting over a
second roller 22 and being wrapped around the pipe
base 11 in order to form the coating material 10 of cata-
lyst dispensing pipe 4.
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The uncoated layer 27 of material can be immersed in
the coating chemical solution 24 or the coating can be
applied to the uncoated layer 27 in any manner desired.
Various material may be utilized in forming the coating
material 10. The uncoated layer 27 may be burlap, fiber-
galss, wool, or other porous web material. This un-
coated layer 27 may be impregnated with any desired
chemical solution 24. The chemical solution 24 used to
impregnate the uncoated layer 27 of material may be
any desired chemical solution which will aid in further-
ing the insulating qualities of the material.

FIG. 7 is a top view of pipe coating device 31. The
pipe coating device 31 has a solution holding trough 32.
The solution holding trough 32 has a back panel 33, a
side panel 34, and a side panel 35. The solution holding
trough 32 has a bottom panel 36.

Utilized with the solution holding trough 32 are pipe
turning means 42, fabric dispensing means 44, and solu-
tion dispensing means 43. To utilize the pipe coating
device 31, an improved drive 49 is secured onto cou-
pling 63. Coupling 63 is secured to a drive connection
portion §3 which extends through a bearing flange 54.
Pipe connection portion 53 is connected to pipe turning
means 42.

The improved pipe 49 being secured on one end to
coupling 63, has its other end placed into the end bear-
ing flange 64. The end bearing flange 64 and the bearing

. flange 54 allow the pipe connection portion 53, cou-

30

33

pling 63, and improved pipe 49 to be secured as the
entire length is turned by pipe turning means 42.

Fabric dispensing means 44 may be placed onto a
fabric dispensing bar 41. Fabric dispensing bar 41 may
be supported by fabric dispensing bar supports 37 and
38. Fabric dispensing bar 41 may be placed into fabric
dispensing bar securing slot 39 in fabric dispensing bar
support 37, and in fabric dispensing bar securing slot 40
in fabric dispensing bar support 38.

In this configuration is utilized, the fabric dispensing
bar 41 may be lifted from fabric dispensing bar supports
37 and 38 and a new fabric dispensing means 44 can be
added to replace the old fabric dispensing means 44,
when all of the fabric or web material is dispensed from

- the original fabric dispensing means 44.

45

50

35

60

65

The fabric or web material 50 extends into the solu-
tion holding trough 32 and around tension bar 52. Ten-
sion bar 52 can turn and is secured by bar bearing
flanges 65 and 66. Bar bearing flange 65 is within side
panel 34 of solution holding trough 32. Bar bearing
flange 66 is within side panel 35 of solution holding
trough 32. The solution dispensing means 43 dispenses
solution into the area of solution holding trough 32
where the fabric or web material 50 passes through the
solution and around the tension bar 52. The chemical
solution 48 adheres to the fabric or web material 50 to
become a coated wrapping material 51. The coated
fabric or coated wrapping material 51 is tucked onto the
improved pipe 49.

The pipe turning means 42 is activated to turn the
drive connection portion 53 which is rigidly secured to
the improved pipe 49. The improved pipe 49 turns and
the coated fabric 51 is wrapped around the improved
pipe 49. While being wrapped, the coated web of fabric
51 is tensioned by tension bar 52, and by being pulled
around the outer edge of bottom panel 36 of trough 32
which serves as a drag member as shown in FIG. 9. The
fabric dispensing means 44 may be moved along fabric
dispensing bar 41 in order to determine the thickness
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~ and angle of coated fabric §1 covering placed onto the
improved pipe 49.

When the coated fabric or coated wrapping material
51 has covered improved pipe 49 throughout the length
of the improved pipe 49, a cutting means 45 may cut the
coated fabric 51. The end of the cut fabric will be
wrapped onto the improved pipe 49. The cutting means
may be blades 46 and 47 which cut the web material S0
adjacent to fabric dispensing means 44 as illustrated in

FIGS. 7 and 8.
The excess chemical solution 48 on the improved
pipe 49 may then be removed. The improved pipe 49

will then be uncoupled from the coupling 63 and re-
moved from pipe coating device 31 in order to dry. The
dried improved pipe 49 may be utilized as previously
discussed herein.

FIG. 8 is a front elevational view of pipe coating
device 31. The pipe turning means 42 is connected to
the drive connection portion 53 which extends through
bearing flange 54 to be connected to coupling 63. Bear-
ing flange 54 may be one or more flanges on the inside
and outside of the side panel 34 through which the pipe
connection portion 53 may extend and turn within.

The pipe turning means 42 may be any type of pipe
turning means from the simple manual pipe turning
movement of any type of complex pipe turning appara-
tus desired. The pipe turning means 42 may be simply a
motorized rotational turning means, such as a drill.

The fabric dispensing means may be any type of fab-
ric dispensing means from the simplest to the most com-
plex. The fabric dispensing means may be simply a roll
of fabric being unwound as the improved pipe 49 is
rotated and pulls on the roll of fabric.

The solution dispensing means 43 may be any type of
automated solution dispensing system or may be a very
simple solution dispensing means, as simple as a person
pouring solution into the solution holding trough 32.

The cutting means 45 may be any type of cutting
means from the simplest to the most complex, including
a manual act of cutting the fabric roll with shears.

The web material or fabric 50, when coated with
solution 48, becomes a coated wrapping material S1.
The angle and depth of the coating on the improved
pipe 49 is dependent on the manner in which the fabric
dispensing means 44 is moved along the fabric dispens-
ing bar 41.

The pipe coating device 31 may be supported in any
manner. The pipe coating device 31 may have support
legs, such as support legs 3§, 56, 57, and a fourth leg not
shown in the drawings.

The bottom panel 36 of the solution holding trough
32 may have a solution drain valve 58 in order to drain
and clean the bottom panel 36 and the interior of solu-
tion holding trough 32. The pipe coating device 31 may
be placed on any surface, such as floor 39.

FIG. 9 1s a cross-sectional view of the pipe coating
device 31 taken at section 9—9 of FIG. 7. The solution
holding trough 32 may be of any shape or size desired.
The bottom panel 36 and the back panel 33 of solution

holding trough 32 may be placed at any desired angle to -

form an angled rear to hold the chemical solution 48 in
the area where the fabric or web material 50 passes
around tension bar 52 and becomes coated with solution
48 to become coated wrapping material or coated fabric
51.

FIG. 10 1s a partial isometric view of a tucking proce-
dure utilized in the method and device of manufacturing
the improved pipe 49. A human worker 60 with hands
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61 may physically tuck the leading edge 62 of coated
wrapping material 51 under the oncoming coated mate-
rial to form a tight tuck lock. In this tuck lock, the
coated material 51 is brought over the top of the im-
proved pipe 49, wound completely around 1it, and
placed back up under the coated material 51 which 1s
coming forth from around the tension bar 52 and
through the chemical solution 48.

The coated material or coated fabric 51 bemg pulled

through the chemical solution 48 actually has both sides
of the original fabric or web material 50 coated with

solution 48.

When the leading edge 62 of the coated wrapping
material 51 is tucked under the oncoming coated mate-
rial 51, the coated material 51 is secured to the im-
proved pipe 49. When the improved pipe 49 is turned by
the pipe turning means 42, more of the coated wrapping
material 51 is pulled toward the pipe 49. As the fabric
dispensing means 44 is moved along the fabric dispens-
ing bar 41, the coated material 51 moves along the ten-
sion bar 52 and wraps around the improved pipe 49 in a
position dependent upon the position of the fabric dis-
pensing means 44. Any angle of wrapping or depth of
wrapping can be obtained depending on the desire of
the user of the pipe coating device 31.

The pipe coating device 31 can be utilized with the
most mechanical means available or with simple manual
means to perform the functions of pipe turning, fabric
dispensing, solution dispensing, cutting, and movement
of the fabric dispensing means. The fabric dispensing
means 44 would include not only means to dispense the
fabric from the fabric dispensing means 44, but means to
move the fabric dispensing means 44 along the fabric
dispensing bar 41. The human worker 60 may actually
control movement of the fabric dispensing means 44
with a portion of his body, such as his leg or knee. The
solution dispensing means 43 may simply be a worker
pouring in the solution 48 into the solution holding
trough 32.

The coated wrappmg material 51 may be secured
onto the improved pipe 49 by the tuck method de-
scribed herein or any other method desired. The tuck
method provides a firm attachment of the coated mate-
rial 51 to the improved pipe 49.

The excess solution may be removed by any removal
means desired or may be removed by the movement of
a human hand along the improved pipe 49. The excess
may be removed while the pipe 49 is over the solution
holding trough 32 so that excess solution 48 will drop
back into the trough 32 to be re-utilized.

The fabric 50 may be cut by the cutting means several
inches before the end of the improved pipe 49 is cov-
ered with the coated material 51. The operator may
then physically wrap the remainder of the cut coated
material 51 around the improved pipe 49. When the
improved pipe 49 is only partially covered with coated
material 51 and the coated material 51 runs out, the
fabric dispensing means 44 can be replaced and the
process begun anywhere along the improved pipe 49
desired. By tuck locking the coating material 51 to the
improved pipe 49, pressure 1s forced onto the coated
material 51 so that is does not come off of the improved
pipe 49.

Various means can be utilized to perform the various
functions of the pipe coating device 31 and the method
in which the improved pipe 49 1s coated, all of which
are within the scope of this invention.
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The improved pipe 49 of FIGS. 7-10 1s similar to the
catalyst dispensing pipe 4 in FIGS. 1-6. The chemical
solution 24 may be similar to the chemical solution 48.
The layers 29 of coating material 10 on pipe base 11 are
similar to the coated matenal 51.

The chemical solution may be comprised of kaolin
products, clay, aluminum, chrome-based, or any type of
refractory compound, or any desired chemical solution
or compound. The chemical solution utilized may be
varied in order to maximize efficiency depending on the
metals being melted within melting vat 1. Consider-
ations for the metals being melted and the Ph values
thereof, along with other factors, will be utilized in
determining the exact content of chemical solutions
utilized in forming the coating material 10 on catalyst
dispensing pipe 4. |

The chemical solution 24 may be also include a bind-
ing material to aid in holding the layers 29 of coated
material onto the pipe base 11. A binding solution may
be contained within the chemical solution 24, or may be
added to the wrapping process at any stage desired, or
may be unnecessary because of the material used and
the properties of the chemical solution 24 being utilized.
Different chemical solutions could be used for ferrous
or non-ferrous metals within melting vat 1. Different
chemical solutions may be utilized for metals within
meiting vat 1 with varying Ph factors.

The improved pipe utilizes a pipe as a base structure
for an improved transport means for providing a cata-
lyst to a desired area within a melting vat. A pipe coat-
ing material will be wrapped around the pipe in order to
extend the life span of the pipe while it is being utilized
to provide a catalyst within a melting vat. Wrapping
material or pipe-coating material may be immersed in a
- chemical solution prior to being placed around the pipe
for use in a melting vat. The content of the chemical
solution may be varied in order to provide maximum
efficiency in providing insulating properties to the cov-
ering of the pipe used in a melting vat containing mate-
rials with differing Ph factors.

A binding solution may be utilized to hold the wrap-
ping material onto the pipe being used in a melting vat.
Disclosed herein are means to secure a second im-
proved transport means or catalyst dispensing pipe to a
first improved transport means or catalyst dispensing
pipe after the first improved transport means has deteri-
orated. A relatively continuous flow of a catalyst is
provided to a desired area within a melting vat. The
wrapping material surrounding the pipe provides an
insulation to the pipe which enables the pipe to have a
longer life span within the melting vat.

The melting vat 1 contains a molten solution 3 which
is melting metal, such as scrap metal 2, at extremely
high temperatures. The high temperature causes the
pipe to melt into the molten solution 3. Therefore, the
insulation material, which is placed onto the pipe base
11 1n the present invention, enables the pipe to be insu-
lated and to withstand the higher temperatures better
then the uninsulated pipe. Thereby, the improved pipe
lasts longer within the melting vat 1 and is more eco-
nomical to use.

‘The pipe coating device 31 can be utilized with the
most mechanical means available or with simple manual
means to perform the functions of pipe pipe turning,
fabric dispensing, solution dispensing, cutting, and
movement of the fabric dispensing means. Various
means can be utilized to perform the various functions
of the pipe coating device 31 and the method in which
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the improved pipe 49 is coated, all of which are within
the scope of this invention.

While the invention has been described with refer-
ence to specific embodiments, the description is illustra-
tive and 1S not to be construed as limiting the scope of
the invention. Various modifications and changes may
occur to those skilled in the art without departing from
the spirit and scope of the invention as defined by the
appended claims.

-We claim:
1. A method for coating an elongated pipe compris-
ing the steps of:
dispensing a liquid coating composition into a station-
ary trough so as to maintain at least a predeter-
mined level of said liquid in said trough;

mounting said pipe for axial rotation over said station-
ary trough;

dispensing an elongated web of insulating material

from a web dispensing means, said web having a
free end:

passing said free end of the web around a drag mem-

ber and then around an elongated bar positioned
above the bottom of said stationary trough and
securing said free end to said pipe;
turning said pipe with said free end of the web se-
cured thereto such that said web is dispensed from
said web dispensing means, pulled around said drag
member, pulled around said bar, and wound on said
pipe; and,
moving said web dispensing means relative to said
stationary trough in a direction transverse to the
direction in which said web is being dispensed from
sald web dispensing means and substantially paral-
lel to the rotational axis of said pipe such that said
web is spirally wound on said pipe; |

said elongated bar having a web contacting surface
below said predetermined level of liquid being
maintained in said stationary trough such that said
web is pulled through and coated with said liquid
coating composition when said pipe is turned by
said turning means,

sald drag member being positioned between the path

of movement of said web dispensing means and
said predetermined liquid level 1n said trough such
that the turning of said pipe by said turning means
causes uncoated web to be pulled around said drag
member before being pulled around said bar and
coated with said liquid coating composition;

sald drag member having a stationary web contacting

surface around which said web is pulled to provide
frictional engagement for tensioning said web and
causing said spiral windings of coated web to be
drawn tightly around said pipe;
and the web contacting surfaces of both said drag
member and said bar extending substantially paral-
lel to the rotational axis of said pipe such that said
movement of said web dispensing means relative to
said stationary trough causes said uncoated web to
travel along said drag member and said coated web
to travel along said bar in directions transverse to
the direction in which said web is being dispensed.

2. The method of claim 1 in which said relative move-
ment between said web dispensing means and said
trough is such that said spiral windings of coated web
are overlapped to provide a pipe covering comprising a
plurality of layers of said coated web.
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3. A method according to claim 1 in which said web
comprises a porous fabric, and said pipe comprises a
tubular structure meltable in a solution of molten metal.

4. A method according to claim 1 in which said web

comprises a fibrous material.
5. A method according to claim 4 in which said fi-

brous material i1s burlap.

6. A method according to claim 1 further comprising
the step of cutting said spirally wound web from the
web being dispensed by said dispensing means when
said coated web has been spirally wound around a
coated length of said pipe.

7. A method according to claim 1 in which said
movement of said web dispensing means causes said
uncoated web to move along the web contacting sur-
face of said drag member and said coated web to move
along the web contacting surface of said bar for dis-
tances substantially equal to the length of the portion of
said pipe to be coated with said coated web.

8. A method according to claim 1 in which the said
web is further tensioned by contact with the web con-
tacting surface of said bar while said web 1s being spi-
rally wound on said pipe.

9. A method according to claim 1 which further com-
prises the steps of: .

removing excess liquid coating composition from said
tightly wound web on said pipe; and,

drying said coating pipe.

10. An apparatus for coating an elongated pipe com-
prising:

a stationary trough for holding a liquid coating com-

position;

securing means for rotatably mounting said pipe for
axial rotation over said stationary trough;

turning means for turning said rotatably mounted
pipe about its axis of rotation;

liquid dispensing means for dispensing said liquid
coating composition into said trough to maintain at
least a predetermined level of said liquid in said
trough;

web dispensing means for dispensing an elongated
web of insulating material toward said pipe when
said pipe is turned by said turning means with one
end of said web secured to said pipe;

movement means for moving said web dispensing
means relative to said trough in a direction trans-
verse to the direction in which said web is dis-
pensed and substantially parallel to the rotational
axis of said pipe such that said web is spirally
wound on said pipe when said pipe is turned by said
turning means;

bar means comprising an elongated bar for engaging
said web and means for mounting said bar within
said stationary trough, said bar being positioned
above the bottom of said trough and having a web
contacting surface below said predetermined liquid
level such that said web is pulled through and
coated with said liquid coating composition when
said dispensed web passes around said bar before it
1s wound on said pipe and while said predetermined
level of liquid is maintained in said trough; and,

a drag member having a stationary web contacting
surface around which said web is pulled to provide
frictional engagement for tensioning said web and
causing said spiral windings of coated web to be
drawn tightly around said pipe, said drag member
being positioned between the path of movement of
said web dispensing means and said predetermined
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liquid level in said trough such that the turning of
said pipe by said turning means causes uncoated
web to be pulled around said drag member before
being pulied around said bar and coated with said
liquid coating composition;

the web contacting surfaces of both said drag mem-

ber and said bar extending substantially parallel to
the rotational axis of said pipe such that said un-
coated web travels along said drag member and
sald coated web travels along said bar in directions
transverse to the direction in which said web 1s
dispensed when said web dispensing means is
moved relative to said trough by said movement
means.

11. An apparatus according to claim 10 further com-
prising cutting means for cutting said web to separate a
portion of said web at said web dispensing means from
a portion of said web spirally wound around a coated
length of said pipe. |

12. An apparatus according to claim 10 in which said
securing means comprises a drive connection portion
connected to said turning means, and a coupler for
rigidly connecting said drive connection portion to said
pipe.

13. An apparatus according to claim 12 in which said
coupler has threads for engaging corresponding threads
on at least one end of said pipe, and in which the move-
ment of said web dispensing means by said movement
means is such that said web may be wrapped around
said pipe so that said at least one threaded end of said
pipe extends out beyond the coating formed by said
spiral windings of coated web.

14. An apparatus according to claim 10 in which the
length of said drag member and the length of said bar
are at least substantially as long as the length of the
portion of said pipe to be coated, and said movement
means includes means for causing said dispensed web to
move transversely along the web contacting surfaces of
said drag member and said bar for a distance substan-
tially equal to the length of said pipe portion to be
coated.

15. An apparatus according to claim 10 which further
comprises means for mounting said bar for axial rota-
tion, and in which said rotatably mounted bar is turned
by engagement between its said web contacting surface
and said dispensed web, said bar mounting means en-
gaging said bar so as to provide tension in said web
during the winding thereof on said pipe.

16. An apparatus according to claim 10 in which said
securing means comprises:

a drive connection means connected to said turning

means;

a coupling means for rigidly connecting said drive

connection means to one end of said pipe;

a first bearing means for rotatably mounting said

drive connection means; and,

second bearing means positioned opposite to said first

bearing means for receiving the other end of said
pipe to rotatably mount said pipe between said
coupling means and said second bearing means,
said first and second bearing means being mounted
relative to said trough so that the axis of rotation of
said rotatably mounted pipe extends parallel to the
length of said trough; |

sald drive connection means extending through said

first bearing means and said second bearing means
receiving said other pipe end to allow said pipe to
be secured into said coupling means and said drive
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connection means, said coupling means and said

pipe to be turned together by said pipe turning
means.

17. The turning apparatus of claim 16 in which said

one end of said pipe has external threads and said cou-
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pling means comprises a coupling having internal
threads for threadedly engaging said external pipe
threads as said pipe connection means and said coupling

means are turned by said pipe turning means.
¥ * * L *
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